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SUSPENSION HAVING BONDING PADS
WITH SOLDER LAYERS, MANUFACTURING

METHOD OF A SUSPENSION, AND
CONNECTING METHOD BETWEEN A
SUSPENSION AND A SLIDER

FIELD OF THE INVENTION

The present invention relates to information recording disk
drive devices and, more particularly, to a suspension having
bonding pads with a solder layer respectively, a head gimbal
assembly (HGA) and a disk drive unit with the same. Addi-
tionally, the present invention also relates to a manufacturing
method of a suspension, and a connecting method between a
suspension and a slider.

BACKGROUND OF THE INVENTION

Hard disk drives are common information storage devices.
Referring to FIG. 1a, a conventional disk drive 100 essen-
tially consists of a series of rotatable disks 101 mounted on a
spindle, and a Head Stack Assembly (HSA) 130 which 1s
rotatable about an actuator arm axis 102 for accessing data
tracks on disks during seeking. The HSA 130 includes at least
one arm 104 and HGA 150.

Referring to FIG. 15, the HGA 150 includes a slider 103
(shown 1n FIG. 1¢) having a reading/writing transducer (not
shown) imbedded therein, and a suspension 190 to load or
suspend the slider 103 thereon. When the disk drive 1s on, a
spindle motor 102 will rotate the disk 101 at a high speed, and
the shider 103 will fly above the disk 101 due to the air
pressure drawn by the rotated disk 101. The slider 103 moves
across the surface of the disk 101 1n the radius direction under
the control of the VCM. With a difterent track, the slider 103
can read data from or write data to the disk 101.

Concretely, the suspension 190 includes a load beam 106,
a base plate 108, a hinge 107 and a tlexure 103, all of which
are assembled together.

The load beam 106 1s connected to the base plate 108 by the
hinge 107. A locating hole 112 1s formed on the load beam
106 for aligning the load beam 106 with the flexure 105. And
the load beam 106 1s welded with the flexure for increasing
the strength of the entire structure.

The base plate 108 1s used to enhance structure stifiness of

the whole HGA 150. A mounting hole 113 1s formed on one
end of the base plate 108 for mounting the whole HGA 150 to
the motor arm 104 (referring to FI1G. 1a). Another hole 110 1s
formed on the other end of the base plate 108, through which
the base plate 108 connects with the flexure 105.

The tlexure 105 1s made of tlexible material and runs from
the hinge 107 to the load beam 106. The flexure 103 has a
proximal end 119 adjacent the hinge 107 and a distal end 118
adjacent the load beam 106. A locating hole (not shown) 1s
formed on the distal end 118 of the tlexure 105 and aligned
with the locating hole 112 of the load beam 106, thus obtain-
ing a high assembly precision. A suspension tongue 116 1s
provided at the distal end 118 of the flexure 105 to carry the
slider 103 thereon.

FIG. 1¢ shows a more detailed structure of the HGA 150
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shown 1n FIG. 1b. As illustrated 1n the figure, a plurality of 60

clectrical traces 120 1s formed on the flexure 105 along length
direction thereof. One end of the electrical traces 120 1is
clectrically connected to a preamplifier (not shown), and the
other end thereof extends into the suspension tongue 116. The
suspension tongue 116 has a plurality of bonding pads (not
shown) formed thereon for coupling the slider 103. Con-
cretely, the slider 103 1s mounted on the suspension tongue
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116, and the slider 103 has multiple bonding pads (not shown)
formed thereon. The bonding pads of the slider 103 and the

bonding pads of the suspension tongue 116 are electrically
connected together by solder balls 135.

The following 1s a description of a conventional solder ball
connection method for connecting the slider 103 to the sus-
pension tongue 116.

FIG. 2 1s a cross section view of the major portion of the
HGA 150, and a partial cross sectional view of a conventional
soldering device (not shown entirely). The load beam 106 1s
not 1llustrated here so as to simplify the description.

When carrying out a solder ball connection, the inclined
HGA 150 1s held by a holder (not shown) so that the connec-
tion surface 117a of the slider 103 and the connection surface
116a of the suspension tongue 116 face each other substan-
tially perpendicular and each of those connection surfaces
117a and 116a 1s inclined substantially at 45° relative to a line
115.

The conventional soldering device (not shown) commonly
includes anozzle device 181, a solder ball feeding device (not
shown), a laser unit (not shown) and a pressurized gas sup-
plying unit (not shown). As shown in FIG. 2, the nozzle device
181 1s tube shape which has a housing 182, an inner hollow
passage 183 and a tip called nozzle 184. The solder ball
teeding device stores many solder balls 135 and delivers one
solder ball 135 to the nozzle 184 from the upper opening of
the housing 182 through its passage 183 after the nozzle 184
1s disposed at a predetermined position. At this time, the
pressurized gas supplying unit supplies a nitrogen gas (IN, ) so
as to prompt the solder ball 135 to move to the nozzle 184 with
the action of the gravity.

In this state, the laser unit applies a laser beam to the solder
ball 135 through the inner hollow passage 183 of the nozzle
device 181 so as to make the solder ball 135 reflow. The solder
ball 135 1s then melted 1n this reflowing, getting both connec-
tion surfaces 117a and 116aq of the slider 103 and the suspen-
sion tongue 116 wet and connected together. The nitrogen gas
supplied at this time presses the melted solder against each
connection surfaces 117a, 116a and covers the solder so as to
be prevented from oxidation.

With the development of the compact and small-size slider,
the bonding process between the slider and the suspension
becomes more and more difficult. When the solder ball 1s
supplied between the bonding pad of the slider and the bond-
ing pad of the suspension by the solder ball feeding device,
the accurate motion and location 1s difficult, which weakens
the connection precision. In addition, as described above, the
conventional connection method needs to provide the extra
solder balls by the solder ball feeding device, thus the manu-
facturing cost and the apparatus cost are quite high, which 1s
undesired to the manufacturer.

Thus, there 1s a need for an improved suspension, HGA and
disk drive umit, a corresponding manufacturing method of a
suspension and a method of connecting a suspension and a
slider that do not suffer from the above-mentioned draw-

backs.

SUMMARY OF THE INVENTION

One aspect of the present mnvention 1s to provide a suspen-
s10n having bonding pads with a solder layer formed thereon
thereby connecting with a slider by retlowing the solder layer,
in which extra solder balls are omitted, so as to reduce the
manufacturing cost and the corresponding apparatus cost.

Another aspect of the present invention 1s to provide an
HGA with a suspension, whose bonding pad has a solder
layer formed thereon thereby connecting with a slider by
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retflowing the solder layer, and extra solder balls are omitted,
so as to reduce the manufacturing cost and the corresponding
apparatus cost.

Yet another aspect of the present invention 1s to provide a
disk drive unit with a suspension, whose bonding pad has a
solder layer formed thereon thereby connecting with a shider
by retlowing the solder layer, and extra solder balls are omit-
ted, so as to reduce the manufacturing cost and the corre-
sponding apparatus cost.

Yet another aspect of the present invention 1s to provide a
manufacturing method of a suspension, which the bonding,
pad has a solder layer formed thereon thereby connecting
with a slider by reflowing the solder layer, and extra solder
balls are omitted, so as to reduce the manufacturing cost and
the corresponding apparatus cost. Additionally, the manufac-
turing method 1s quite simple.

Yet another aspect of the present invention 1s to provide a
connecting method between a suspension and a slider, which
the bonding pad of the suspension has a solder layer formed
thereon thereby connecting with the slider by reflowing the
solder layer, and extra solder balls are omitted, so as to reduce
the manufacturing cost and the corresponding apparatus cost.
Additionally, the connecting method 1s simple and stable.

To achieve above objectives, a suspension for an HGA
includes a flexure and a plurality of electrical traces formed
on the flexure. Each electrical trace has a trace body and a
bonding pad arranged for connecting with a slider of the
HGA, and the bonding pad 1s a free end belore connecting
with the slider and 1s capable of bending to the trace body
flexibly, and the bonding pad includes a trace body layer and
a solder layer formed on the trace body layer, thereby the
bonding pads of the electrical traces connecting with the
slider by reflowing the solder layer.

Preferably, the solder layer 1s made of Sn based material.

Alternatively, the solder layer 1s made of gold.

Preferably, the solder layer 1s formed on the trace body
layer by plating or sputtering.

Preferably, the bonding pad is vertical with the trace body
after connecting with the shider.

An HGA includes a slider and a suspension for supporting

the slider. The suspension includes a flexure and a plurality of

clectrical traces formed on the flexure. Each electrical trace
has a trace body and a bonding pad arranged for connecting
with a slider of the HGA, and the bonding pad 1s a free end
betfore connecting with the slider and 1s capable of bending to
the trace body flexibly, and the bonding pad includes a trace
body layer and a solder layer formed on the trace body layer,
thereby the bonding pads of the electrical traces connecting,
with the slider by reflowing the solder layer.

Preferably, the solder layer 1s made of Sn based material.

Alternatively, the solder layer 1s made of gold.

Preferably, the solder layer 1s formed on the trace body
layer by plating or sputtering.

Preferably, the bonding pad is vertical with the trace body
alter connecting with the slider.

A disk drive unit includes an HGA including a slider and a
suspension that supports the slider, a drive arm connected to
the HGA, a series of disks and a spindle motor operable to
spin the disks. The suspension includes a flexure and a plu-
rality of electrical traces formed on the flexure. Each electri-
cal trace has a trace body and a bonding pad arranged for
connecting with a slider of the HGA, and the bonding pad 1s

a Iree end before connecting with the slider and 1s capable of

bending to the trace body flexibly, and the bonding pad
includes a trace body layer and a solder layer formed on the
trace body layer, thereby the bonding pads of the electrical
traces connecting with the slider by retlowing the solder layer.
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A manufacturing method of a suspension for an HGA,
includes steps of:

forming a trace body;

forming a solder layer on the surface of one end of the trace
body, so as to form a bonding pad which 1s a free end and 1s
capable of bending to the trace body flexibly, so as to connect
with a slider of the head gimbal assembly; and

mounting the trace body on a flexure of the suspension.

A connecting method between a suspension and a shider,
includes steps of:

forming a trace body;

forming a solder layer on the surface of one end of the trace
body, so as to form a bonding pad which 1s a free end and 1s
capable of bending to the trace body flexibly;

mounting the trace body on a tlexure of the suspension;

aligning the bonding pad with a pad of the slider face to
face; and

reflowing the solder layer of the bonding pad, thereby
connecting the suspension with the slider.

In comparison with the prior art, the bonding pad of the
suspension of the present invention has a solder layer formed
thereon, thereby the slider can be connected with the suspen-
s1on by fusing the solder layer to the pads on the slider, which
the extra solder balls are omitted, thus the manufacturing cost
1s reduced, and i1n turn, the solder ball feeding device 1is
omitted, which can reduce the apparatus cost as well. Addi-
tionally, the manufacturing method of the suspension and the
connecting method between the suspension and the slider are
simple and stable, which 1s desired to the manufacturer.

Other aspects, features, and advantages of this mvention
will become apparent from the following detailed description
when taken 1n conjunction with the accompanying drawings,
which are a part of this disclosure and which illustrate, by way
of example, principles of this invention.

BRIEF DESCRIPTION OF THE DRAWINGS

The accompanying drawings facilitate an understanding of
the various embodiments of this invention. In such drawings:

FIG. 1a 1s a perspective view of a conventional disk drive
unit;

FIG. 15 15 a perspective view of a conventional HGA;

FIG. 1c¢ 1s a partial detailed plan view of the HGA shown in
FIG. 15;

FIG. 2 1s a cross section view of the major portion of the
HGA, and a partial cross sectional view of a conventional
soldering device;

FIG. 3 1s an exploded perspective view of a suspension
according to an embodiment of the present invention;

FIG. 4 1s an top plan view of a flexure of the suspension
shown 1n FIG. 3;

FIG. 5 shows a detailed structure of the bonding pad of the
electrical traces:

FIG. 6 1s a perspective view of an HGA according to an
embodiment of the present invention;

FIG. 7a 1s a partial view of the suspension and the slider
before connecting, which shows the bonding pads of the
suspension 1s separated from the pads of slider;

FIG. 7b 1s another partial view of the suspension and the
slider before the laser emitting, in which the bonding pads of
the suspension contact with the pads of slider;

FIG. 7c 1s a partial view of the suspension and the slider
alter the laser emitting, 1n which the solder layer of the bond-
ing pad 1s fused between the trace body layer and the pad of
the shider;

FIG. 8 1s a perspective view of a disk drive unit according,
to an embodiment of the invention;
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FIG. 9 1s a flowchart of a manufacturing method of a
suspension according to one embodiment of the present
invention; and

FIG. 10 shows a connecting method between a suspension
and a slider according to one embodiment of the present
invention.

DETAILED DESCRIPTION OF ILLUSTRATED
EMBODIMENTS

Various preferred embodiments of the invention will now
be described with reference to the figures, wherein like ref-
erence numerals designate similar parts throughout the vari-
ous views. As indicated above, the invention 1s directed to a

suspension for an HGA of a disk drive unit, which has bond-
ing pads with a solder layer thereby connecting with a slider
by reflowing the solder layer, which extra solder balls are
omitted, thereby reducing the manufacturing cost and the
corresponding apparatus cost.

FIG. 3 shows an embodiment of a suspension of the present
invention. As illustrated 1n FIG. 3, a suspension 290 including
a load beam 206, a base plate 208, a hinge 207 and a flexure
205, all of which are assembled with each other.

Referring to FIG. 3, the load beam 206 1s used to transier
load forces to the tlexure 205 and a slider (not shown here)
mounted on the flexure 205. Any suitable rigid material such
as stainless steel may be used to form the load beam 206 such
that the load beam 206 has suflicient stifiness to transfer the
load forces to the tflexure 205. The load beam 206 1s connected
to the base plate 208 by the hinge 207. A locating hole 212 1s
formed on the load beam 206 for aligning itself with the
flexure 205. A dimple 211 1s formed on the load beam 206 to
support the flexure 205 at a position corresponding to a center
of the slider. By this engagement of the dimple 211 with the
flexure 205, the load forces can be transferred to the slider
uniformly.

The base plate 208 1s used to enhance structure stiffness of
the whole suspension 290 and may be made of rigid material
such as stainless steel. A mounting hole 213 1s formed on one
end of the base plate 208 for mounting the whole suspension
290 to a motor arm of a disk drive unait.

The hinge 207 has a mounting hole 210 formed on 1ts one
end corresponding to the mounting hole 213 of the base plate
208, and the hinge 207 1s partially mounted to the base plate
208 with the mounting holes 210, 213 aligned with each other.
The hinge 207 and the base plate 208 may be mounted
together by laser welding at a plurality of pipoints 209
distributed on the hinge 207. Two hinge struts 216 are
extended from the two sides of the hinge 207 to partially
mount the hinge 207 to the load beam 206.

Asshownin FIG. 4, the flexure 205 runs from the hinge 207
to the load beam 206. The flexure 203 has a leading portion
211 and a tailing portion 212 opposite to the leading portion
211. A suspension tongue 216 1s provided at the leading
portion 211 of the tlexure 205 to support a slider 203 (refer-
ring to FIG. 6) thereon. A plurality of electrical traces 220 1s
formed on the flexure 205 along length direction thereof.
More specifically, the electrical traces 220 extend from the
leading portion 211 to the tailing portion 212.

More concretely, each electrical trace 220 has a trace body
221 and a bonding pad 222 formed on one end of the trace
body 221. The bonding pad 222 is a free end before connect-
ing with the slider 203. A plurality of bonding pads 222 is
located at the suspension tongue 216 on the leading portion
211, so as to connect with the slider 203 carried on the
suspension tongue 216. On the other end of the trace body
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221, several bonding pads 223 also are positioned at the
tailing portion 212, so as to connect with a flexure printed
cable (not shown).

Now, a detailed description of the bonding pads 222 1is
followed.

As shown 1n FIG. 5, the bonding pad 222 1s capable of
bending to the trace body 221 flexibly. The bonding pad 222
includes a trace body layer 2221 connected with the trace

body 221, and a solder layer 2222 formed on the trace body

layer 2221. Based on the design of the bonding pad 222, the

clectrical trace 220 can be connected with the slider 203 by
fusing the solder layer 2222 to the pads 2031 (referring to
FIG. 7a) on the slider 203. Comparing with the prior art, an
extra electrical solder ball 1s omitted, thus the manufacturing
cost 1s reduced.

Concretely, preferably, the solder layer 2222 can be formed
on the trace body layer 2221 by plating, sputtering or other
surface curing method. And the solder layer 2222 can be
made of Sn based matenial, such as Sn—Ag—Cu alloy, or
gold material, which 1s not limited here. Preferably, the bond-
ing pad 222 of the suspension 290 1s vertical with the trace
body 221 after connecting with the slider 203.

After the slider 203 1s mounted on the suspension tongue
216, an HGA 200 1s formed. As shown 1n FIG. 6, the partial
HGA 200 includes the suspension 290 (not shown 1in this
figure) and the slider 203 carried on the suspension 290. The
suspension 290 includes the load beam 206, the base plate
208, the hinge 207 and the flexure 205, all of which are
described above.

Now a connecting method between the slider 203 and the
suspension 290 1s explained. Commonly, several pads 2031
are formed on the trailing edge of the slider 203 as shown 1n
FIG. 7a. Belore connecting, place the slider 203 on the sus-
pension tongue 216, and then move the slider 203 thereby
contacting the bonding pads 222 on the tflexure 203, and align
the pads 2031 with the bonding pads 222 face to face respec-
tively. At the moment, the solder layer 2222 of the bonding
pad 222 contact to the pad 2031 closely due to the bonding
pad 222 1s capable of bending flexibly. Then a laser beam
emitted by a laser generator 25 1s focused on the bonding pad
222, specifically, the laser beam 1s focused on the trace body
layer 2221 of the bonding pad 222, as shown in FIG. 75. Thus,
the solder layer 2222 will be melted by the high energy, by
which the trace body layer 2221 1s connected with the pad
2031. Repeat the bonding process till every bonding pad 222
1s connected with every pad 2031. Therefore, the connection
between the slider 203 and the suspension 209 1s finished, as
shown 1n FIG. 7c.

Alternatively, the reflowing of the solder layer 2222 can be
carried out by ultrasonic bonding machine (UBM).

In comparison with the prior art, the slider 203 1s connected
with the suspension 290 by fusing the solder layer 2222
formed on the trace body layer 2221, which the extra solder
balls are omitted, thus the manufacturing cost 1s reduced, and
in turn, the solder ball feeding device 1s omitted, which can
reduce the apparatus cost as well. Additionally, the connect-
ing method of the present invention 1s simple and stable,
which 1s desired to the manufacturer.

FIG. 8 1s a disk drive unit according to an embodiment of
the mvention. The disk drive unit 300 comprises a HGA 200,
a drive arm 304 connected to the HGA 200, a series of rotat-
able disks 301, and a spindle motor 302 to spin the disk 301,
all of which are mounted in a housing 309. The HGA 200
includes the suspension 290 having a flexure 2035 and the
slider 203 as mentioned above. Because the structure and/or
assembly process of disk drive unit of the present invention
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are well known to persons ordinarily skilled in the art, a
detailed description of such structure and assembly 1s omitted
herefrom.

FIG. 9 shows a manufacturing method of a suspension
according to one embodiment of the present invention, which
includes:

Step (901), forming a trace body 221;

Step (902), forming a solder layer 2222 on the surface of
one end of the trace body 221, so as to form a bonding pad
222: and

Step (903), mounting the trace body 221 on a flexure 205 of
the suspension 290.

Concretely, the bonding pad 222 1s a free end, which 1s
capable of bending to the trace body 221 flexibly. Preferably,
the method further includes bending the bonding pad 222 to
make the solder layer 2222 face to the pad 2301 on the slider
203, so as to connect with the slider 203 by fusing the solder
layer 2222 to the pad 2031 on the slider 203.

More concretely, the solder layer 2222 can be formed on
the trace body layer 2221 by plating, sputtering or other
surface curing method.

FIG. 10 shows a connecting method between a suspension
and a slider according to one embodiment of the present
invention, which includes:

Step (1001), forming a trace body 221;

Step (1002), forming a solder layer 2222 on the surface of
one end of the trace body 221, so as to form a bonding pad
222: and

Step (1003), mounting the trace body 221 on a flexure 205
of the suspension 290.

Step (1004), aligning the bonding pad 222 with a pad 2031
of the slider 203 face to face; and

Step (1005), reflowing the solder layer 2222 of the bonding
pad 222, thereby connecting the suspension 290 with the
slider 203.

While the invention has been described 1n connection with
what are presently considered to be the most practical and
preferred embodiments, 1t 1s to be understood that the mven-
tion 1s not to be limited to the disclosed embodiments, but on
the contrary, 1s intended to cover various modifications and
equivalent arrangements included within the spirit and scope
of the mvention.

What 1s claimed 1s:

1. A suspension for a head gimbal assembly, comprising:

a flexure having a suspension tongue; and

a plurality of electrical traces formed on the flexure;

cach electrical trace having a trace body and a bonding pad

arranged for connecting with a slider of the head gimbal
assembly, and each bonding pad being arranged on the
suspension tongue, wherein the bonding pad is a free end
betore connecting with the slider and 1s capable of bend-
ing to the trace body tlexibly, and the bonding pad com-
prises a trace body layer and a solder layer formed on the
trace body layer, thereby the bonding pads of the elec-
trical traces connecting with the slider by reflowing the
solder layer to the slider.

2. The suspension according to claim 1, wherein the solder
layer 1s made of Sn based matenial.

3. The suspension according to claim 1, wherein the solder
layer 1s made of gold.

4. The suspension according to claim 1, wherein the solder
layer 1s formed on the trace body layer by plating or sputter-
ng.

5. The suspension according to claim 1, wherein the bond-

ing pad 1s vertical with the trace body aiter connecting with
the slider.
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6. A head gimbal assembly, comprising:

a slider; and

a suspension supporting the slider;

the suspension comprising:

a flexure having a suspension tongue; and

a plurality of electrical traces formed on the flexure;

cach electrical trace having a trace body and a bonding
pad arranged for connecting with the, and each bond-
ing pad being arranged on the suspension tongue,
wherein the bonding pad 1s a free end before connect-
ing with the slider and 1s capable of bending to the
trace body flexibly, and the bonding pad comprises a
trace body layer and a solder layer formed on the trace
body layer, thereby the bonding pads of the electrical
traces connecting with the slider by reflowing the
solder layer to the slider.

7. A disk drive unit, comprising:

a head gimbal assembly including a slider and a suspension

that supports the slider;
a drive arm connected to the head gimbal assembly;
a series of disks; and
a spindle motor operable to spin the disks;
the suspension comprising:
a flexure having a suspension tongue; and
a plurality of electrical traces formed on the flexure;
cach electrical trace having a trace body and a bonding
pad arranged for connecting with the, and each bond-
ing pad being arranged on the suspension tongue,
wherein the bonding pad is a free end before connect-
ing with the slider and 1s capable of bending to the
trace body flexibly, and the bonding pad comprises a
trace body layer and a solder layer formed on the trace
body layer, thereby the bonding pads of the electrical
traces connecting with the slider by reflowing the
solder layer.
8. A manufacturing method of a suspension for a head
gimbal assembly, comprising:
forming a trace body;
forming a solder layer on the surface of one end of the trace
body, so as to form a bonding pad which is a free end and
1s capable of bending to the trace body tlexibly, so as to
connect with a slider of the head gimbal assembly; and

mounting the trace body on a suspension tongue of a flex-
ure of the suspension.
9. The manufacturing method according to claim 8, turther
comprising forming the solder layer on the surface of one end
of the trace body by plating or sputtering.
10. The manufacturing method according to claim 8,
wherein the solder layer 1s made of Sn based material.
11. The manufacturing method according to claim 8,
wherein the solder layer 1s made of gold.
12. A connecting method between a suspension and a
slider, comprising:
forming a trace body;
forming a solder layer on the surface of one end of the trace
body, so as to form a bonding pad which 1s a free end and
1s capable of bending to the trace body flexibly;

mounting the trace body on a suspension tongue of a flex-
ure of the suspension;

aligning the bonding pad with a pad of the slider face to

face; and

reflowing the solder layer of the bonding pad to the pad of

the slider, thereby connecting the suspension with the
slider.
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